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ABSTRACT & N

The United States Training and Emplbyment Service
General Aptitude Test Battery (GATB)., first published in 1947, has
been included in a continuing program of research to validate the
tests against success in many different occupations. The GATB
consists of 12 tests which measure nine aptitudes: General Learning
Ability; Verbal Aptitude; Numerical Aptitude; Spatial Aptitude; Form
Perception; Clerical Perception; Motor coordination; Finger
Dexterity; and Manual Dexterity. The aptitude scores are standard
scores with 100 as the average for the general working population,
and a standard deviation of 20. Occupational norms are established in
terms of minimum qualifying scores for each of the significant
aptitude measures which, when combined, predict job performance.
Cutting scores are set only for those aptitudes which aid in
predicting the performance of the job duties of the experimental
sample. The GATB norms described are appropriate only for jobs with
content similar to that shown in the job description presented in
this report. A description of the validation sample is included.
(AG) ' '
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| - oo . 'GATB #2115
] ' - . _ o Spring 1956
. :__STANDARDIZATION OF THE.GENERAL APTITUDE TEST BATTERY
. S ~ FOR -
| COLD MILL OPERATOR 4-88.018
HOT MILL OPERATOR 4-88,018
- PAYOFF OPERATOR 6-94.821

RENIND OPERATOR 6-94.822
_ SLITTING-EACHINE OPERATOR II 6-94.206

_ B-ssz or S-98 o

The General Apti.tudo Test Battery, B-IOOZA, was adminiatered to a sample of

- 51 men employed at.the Hunter Douglas Corporation plant in Riverside, Cali-

.~ fornia in ono or more of the following ooocupations: -Cold Mill Operator . -

b 4-58.018, Hot Mill Operu,tor 4-88,018, Payoff Operator 6-94.821, Rewind Opera-

: - tor 6-94.832 ‘6f Slitting-l[aohim Operator II 6-94.206. The criteria oon— i

e " 8isted of auperﬂ.sox‘y ratings expressed in broad categories and in rank |
' orders 'On’ the basis of mean szores, standard deviationsy; oorrolations with U
. the criteria, job analysis data and their cwmbined ‘selective effioienoy, o

3 Aptitudes S-Spatial Aptitude, P-Form. Perception,. F-Finger Dexterity a.nd :

i M-Manual Dezterity were aelected for 1noluaion 1n tho test norms.

W

. * GATB Norms for Cold lli.ll 0 erator 4-88.018 Hot ll:l]l Operator 4-88 018, Pa
Ton Op 1, Operator 6-94. » 'nnd Slitt:lgg-nachina Ogera.tor

Tablo I shows, for B-1001 and B-lOO?. ® the minimm aooapta'ble soore for oaoh
uptitudc izoluded in the test norms for 8-352 or 5-98 .

- " PABLE T | , _
Minimunm Aoceptabl_o Sé_:_'orés on B-Z_l.ool”a'n‘d B-IOOZ for Bh35é'br S=98

B-100L . . T V?fg-fi”.; | V: Z1002 |

An Y uini:mm Aeceptable .Minimm Aocaptable
Aptitude | Tests _Aptitude Score “"*“’“"‘ Teatu  Aptitude Score. .
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Effeotivenoss of Norms. S '. v . R

The deta in Table v 1ndioato that 13 or tho 16 poor workers, or. 81 percent L
of them, did not achieve the minimum: scores ostabliahed as cutting scores on ;
the recommended test norms.. This. shows that 81 percent of the poor wurkers FURRRER.
would not have been hired if the recammended test norms had been used in the e B

selection process, - Ioreover. 26 of. the 29 vorkerc th%mde qualifying tolt IR |
scores, or 90 poroont. were good mrker-. S , o SRR |
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| | TECHNICAL REPORT =
Problem - L o B

This study waa conduotod to dotemina the best oombina.tion of aptitudes and
minimun scores to be used as norms on the Gemeral Aptitude Test Battery for
the ocoupations of Cold Mill Operator 4-88.018, Hot Mill Operator 4-88.018,
Payoff Operator 8-94.821, Rewind Operutor 6-94.822 and slitting-llaohino
Operator :II.6-94.206.. " . _ O

t.

The GATB, B-1oozp., was admin:lstered to 60 male worker- employed at the Hunber E
Douglas Gorpora.tion pla:nt 4n Riverside, Galifornia. in one or more of the fol=- -
lowing ocoupations. Cold Mill Operator 4-88 0183 Hot Mill Operator 4-88.018 12
Rewind Operator 6-94.822; Payoff Opera.tor '6-94.821; and Slitting-Machine
Operator II 6-94.205. 'All parts of: the GATB, B-1002A, oxcept Parts 1 and 2

" were administered to the 60 workers: dur:lng Decemder 1966. Parts 1 and 2 of

the GATB were administered dur:lng February 1966 to 61 of the 60 workers. The
final semple inoludol the 51 men vho had been given 0.11 pafts of the GATB,
B-1002A, . ‘ . .

‘.l'ra.i.ning oo:naiata of on-the-:]ob hmtruotion. . Workera csn ‘achieve satisfaotory -

produotion on one or more pha.sea of the job in approxinntoly 4two months, Come
pany offioclals est:lmato that it takel 6. months to train e ‘worker to the poi.xtl:

. where. he is proﬁoient 1n 111 of tho jo‘ba ocwerod by thi.a tos-lz dovelopmant

study. R RS I

Workera are aelocted on the 'bauia or u personal :l.ntervicw.‘ The oompany
prefers to hire high school. graduateu however, the baa:lo roqui.rement 1- -
that 0.11 workers apoak, road and wri.to Engliah. e : : :

: '.l'able 11 shm -bhe nem. -tandar eviationn, rangos, md Pearaon produot-

moment oorrolationnv, ,w.tth tho ét‘iteria /f.or ago, oduoation and erperiemo.

e

''''''
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. dmlopment purpoaos

‘ Job Titlels

, lloment Correlations

.._4‘_““

!ABLE II

for Age, Eduoation ‘and Experionco

Gold Mi11 Operator 4-88 018

Hot Mill - Operator 488,018 .
Payoff Operator 6-94.821

' 0perator 6-94.822 -

slitting-mn.ohina Operator 1I 8-94 205

Rewind

= 51

“,
Y

Sta.ndo.rd Dev:lations (0'), Ra.nges, und Pearuon Product-
with the Criteria. (or and r) . .

| sgo (jonrs) . 2.9 | 20-48 2o329s | —17R
Eduoation (yaars) 1.3 | - e-1s}. .188 | L1186
Experienco (nonths) o7

'j:?‘**

-.085 "

;,039 

N

¥ - . Signifioant at the .05 devel -

The negative oorrolation between age and the oriterion oonaisti.ng of 'broad B
at the .05 level, ‘which may indicate that
best workers and/or ‘that the raters.
'8ix'of the Bl workers: 4in the's
the company : offioia.ls R
proficiont 'on 'all of the . .-

category ratingl is signifioant

the younger workera ‘tend to be tho
biased in favor of -the younger workers.
ple had less than the 6 months’ of ‘experience: which
be the m:l.nimm time required to become
. Bomer, each of t‘hono workera had- had: at 1ea.s'l: the

- two. montha of experionce required 40 ibecoms - profioienb on one or ‘more: phales
of the ‘Job and their: performances’ oould ‘be rated for test: dcvolopmont pur=
poses. Tib data in Table II ‘indicate that this sample is suitable for test
with respeet to ugo, education und e:peri.enco. REEEN

consider to
Jobs in thia study. :

Job Desoriptiont R

: Cold 1[111 Operator
-+ Hot Mill Operator

4-88 .018
4-88 .018

-+ .. Payoff Operator 6=94,821 ‘
 Rewind Operator 6=94,822 - :
o Slitting-nachine Opera.tor II 8-94.205

‘‘‘‘‘‘
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HE

. ' ' i
Job Sumnary: Performs one or more of the following duties to. produoe ’
inishe

rolls of aluminum venetian blind strips: S5lits aluminum stock to .
precise size by operating a .Slitting Machine; trims: and reduces thickness

4 ~ of aluminum strips by operating a Cold Roll Machine; reduces th:lol:ness of

‘Returns. to load and prepare a’ reserve ro11 of stock in supply holder

heat treated aluminum strips by operating a Heat Roll Machine; pre-—troats »
paints and forms aluminum strip stock into finished rolls of aluminmum
venetian blind strips using apecial oquipment. Sets up and adjusts machinesg
sots levers and treadles; uses. electric hand ocutters to out and trim alumimm
stook; manually feeds aluminum stock into machines; inspeots aluminum strips
for defects and checks them with micrometer; makes any additional machine ad-
Justments required to insure that strips will oon.form to speoifioationa.
Maintai.ns maohines in good working order. , . ‘

Gold Mill Operator | o s o
m_'frm a.nd roduces thiok:nesa of aluminum strips by operating .

a four, five, cr six stand Cold Roll Machinet Lifts roll of stock from sup-

' ply rack with air hoist and positions it in stock holder. Trims portion’
~ from end of strip with hand cutter, and inserts the trimmed end between feed

rollers. Adjusts hand controls on each stand to set reducing rollers proper
distance apart and to heat them to specified temperatures.‘ Tests water and

" water soluble oil solution with test tube to determine if solution mixture
18 according to specifications, .and’ corrects. .any variation.- Sets. cutting '

tools for proper trim, and adjuats water and water soluble 01l flow. | Starts.
machine, observes operation, and makes additional ad;justments if necjsaary.
Stops .

‘machine at end of oycle, a.pproximately 15 minutes » kiocks finished roll of

© strip off onto roll ocatch with air-off ram button, and pushes it aside. Re-‘;g‘

turns to other end of mohine, brings next. ‘roll into poaition, ingerts end -
of roll between. rollers, end atarts maohine. Roturns to finished ro11, une

- rolls a aa.mplo gection by hand; inapeots visually and by micrometer for

P 'unifomity, and ‘makes: any necessary. adjuatments.; Rerolls. sample , measures

- with a rule. graduntod in. dogrees of. waight, and posts lot number and weight -

-~ tions along length’ ‘of machine to’ observe operations. - Posts : s:!.mple records
. on material received and outputa: Pulls: out: sorap trim material: From bed: of.t.,

- machine with small hooked hand:+tool, approximstely: évery 20:minutes, and i
- ‘discards ‘in’ aore.p ‘boxs. changes outting

. finished ro11 onto . snspended hook a.ttached +o ! slow moving overhead oomreyor :
. chain, or to'a’ 'holding rack,: Repoata loading and unloading operations, and:

'on a label.  Secures moist’ ‘gummed . piece of paper: tape from tape machine
' on desk, and with' ‘label a.ttaohod,k tapes free end of strip to roll.: Marks

lot number and s;moifioations on finished roll with master pen.  Transfers’

inspects each. ‘completed Toll. . ‘Welks up. and ‘down,; or stands: at. various posi-.

4o0o0lsa when they- booome du].l ‘or do- -":f': --

' »-;-'faotive, and adjusts for proper:tr:l.m.” E'_'Drouos reduoing ‘rollers’ with. a :f

= d:l.amond pointod ho.nd tool .:o.pprox:l.ma

toly:

.....

two: ti.mos during a"shift'



" { . Merks lot number and specifications, of: finished roll with master pens .=
: Transfers-finishedf roll onto suspended: hook, attached. to: slow moving over- . .

o Payoff Operator | P e D LT T T e e T
' Work Ferformed: .Pre-treats aluminum strip stock: - Inspeocts visually emch .~ .= ..

Hot Mill Operator , : : - .

Work Performed: Reduces thickness of heat treated aluminum strips by o
operating a Heat Roll Machine: Lifts roll of stock from supply rack with
overhead air hoist, positions it in roller rack mounted on tracks, with
free end up, facing oven. Clips free end of strip in a cast iron holder,
and places holder on top of roll, Opens air-operated oven door and rolls
. rack into oven. Repeats operation until oven is loaded with 9 to 15 racks, -
Closes oven door, and adjusts temperature. Adjusts hand controls to set
reducing rollers proper distance apart, and to heat them to specified tem- -
perature. Tests water end water soluble oil solution with test tube, to
determine if solution mixture is eccording to ‘specifications, and corrects
any variation. Adjusts flow and level to bring liquid within six inoches
from top of tank. Picks up cast iron core.wheel, on which finished strip
will wind, and positions it on rewind spindle. Returns to oven, reaches
into oven with small hooked hand tool, and pulls out holder with end of .
stock attached. Removes holder with gloved -hand, outs off portionjof |
. strip with hand cutters to remove bent ends; and inserts end of strip be-

" tween feeding rollers. Pushes start and stop buttons to "inch" material .
“through machine, observing machine operation and making additional adjusthk
ments where necegsary. Cuts off portion of processed strip with hand cut-
ters, inspects ¥isually and by micrometer to determine if machine set uIL
~ is to specifications, and makes any adjusiments needed. 'Starts machine|
- and stands et various positions along machine to observe operations. )

-Stops machine at end of oycle, apporximetely 15 miputes, kicks finished
roll of strip from spindle onto roll stock catch with air-off rem button,
pushes it aside, tnd installs another:core wheel on rewind spindle. SR
~ Returns to other end of machine, repeats process .of securing and trimming

_strip from oven, inserting end between feeding rollers, ‘end starting ma~ .= °
' " chine. Returns to finished roll, ‘unrolls a semple:section by hend, in«< | =

spects visually and by micrometer for uniformity, and ‘makes. any additiomnal
. adjustments if necessary. 'Rerolls sample on wheel, measures with' rule . .
‘greduated in degrees of wéight, and posts weight, lot number; and specifi- -
cation on a label. Secures moist gummed piece of paper tape.from tape . = -
machine on desk, and with label attached,: tapes free . end of strip to rolls..

heat conveyor chain, or.to a holding rack. Repeats lcading and unloading . . L P

operation, and inspects each gmple't'ad-jrpll-s{v;,Po.s'lis},ajimplfe records of -
. material received and outpute 'Dresses reducing rollers with a diemond
‘pointed hand tqol,:iapproximajbe;l.y;.,:jbwb':_*t:'.’mr_e,a,dux‘;l_ng ga.fgh:lkf'l;;i.if' L

ToIl of aluminum: stock in supply.rack for: defects,: ‘Marks any defective|roll

":'with a pink rejection slip, 4nd by overhead air hoist, places roll aside in

‘a Fack to be: returned. Adjusts hand valves to regulate’ pressure of stesm’ .

through coils of degreasing tank;:and ‘

- Checks temperature of acid tmﬁm;;;mppna;-_apy,jciayut‘ion_f:_‘zfoh?,speqfif,iga};ton-*'” |
A L R LA ST DR L T

and toregulate water spray in rinse tank, .

T

o

.
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"to the leadman. Contaots over inter-com system, rewind operator at other end
of the line, and upon.mntual agreement, rewind operator starts machine. _Ad-
justs tension and tracking of atrip .so that it runs in center of rollers.__ :
Wealks along machine, approximately- 50 feet, observes operation, and makes any
additional adjustments necessary.  Returns to supply raok, lifts a. roll of . -
' stock from supply rack with over-head hoist,: positlons 4t in the baok- reserve"
" gection of one side of the dual trough-shaped supply holder, and ‘behind roll ... -
running through machine, Trtns corners :from end of i strip ‘with stationary R
hand cutter, to facilitate threading of machine, and inserts the trimmed end
into small annealing heat box .above supply holder, - Repeats operatlon on other.,
side of supply holder. ‘Inserts heated end of reserve roll over strip. running -
through machine; when ons roll % is nearly: exhausted, pulls hand lever to: splice .
both strips together, and to cut off old" strip. ' Performs same splicing opera-{~
tion on other side of supply'holder when that roll is nearly- exhausted.;.:‘ g
Pushes both rolls of stock into front position of: supply holder, and; repeats
operation of" loading back reserve sections of- supply holder with ‘two more .
reserve rolls of stocks Repeate splicing and ‘reloading: operations approzi--%*
mately every 55 minutes., Adds acid to’'acid tank each: hour, checks. tempera=
ture, and posts the information to acid addition record. ' Changes: degreasing ;
paeds in degreasing tank approximately'two times during’ shift.; Changes squee-;"
gee rollers in rinsé tank when they fail to wipe ‘properly. ‘Works: with rewind
operator to repair any splice that separates. ‘Runs: two or three machines at
a time, and is responsible for’ keeping equipment and area olean.-~”

Rewind 0 erator : : . : balie I I
Work Performed: Paints and forms aluminum strip stook into finlshed rolls of L
venetian blind strips'» Sets up machine: by'adjusting guide rollers, former - R
rollers, paint rollers and. paint flow from: pressure tank, according +o: speci-i S
' fications. Adjusts footage meters:to ring ‘a ‘'bell when rewind spindles have :: . .
within 10 feet of the: required footage.f "Contacts’ Payoff Operator‘at other DR
end of line by inter-com. system, ;and - upon.mutual agreement, starts up machine.fpgﬂ
Adjusts ‘tension and tracking of strip 80. that it runs in ‘center of rollers. e
Walks along machine, observes: operation, makes: any additional adjustments
necessarys. Pushes. finished Roll Catch: Cart _mounted on a’ track, ﬁnto posi-;
tion in front of rewind ‘spindle.,  Whenibell rings, allows 10 additional feet:
of strip to wind on: spindle, Cuts»strip with ‘hand . cutters, and steps . on. ‘alip:
‘treadle which automatioally dumps roll: forward onto finished:roll ‘satoh cart.j
Cuts off ‘additional’ strip, approximately 4 feét in length for.a. sample, and
’ ' ’ igpindle wﬁInserts pre-stamped

,specifioation rlbbon tioket‘b
~catch cafrt ‘across aisle, to otI‘
f£inish’ and oolor.A oT

, ' Inspec ¥
side’of sample with o gauge, runs'sample‘

'pieoe of paper tape from tape maohlne-on ;ollﬁoatoh art, ,
of strip to roll. Inserts plasti’ core:in roll, picks ‘up roll by hand and
stands it upright on skid, - Holds roll: with one hand, andfwith other hand,
. removes pre~folded. oardboard ‘box from: T

. ‘roll into box, and 1ays box flat on ki&‘?




. with right hand ‘o form first roll. in jip holder,

.- ply holder behind roll running through

_. ‘8'_7- .

sealing unit, when skid has 12 bores of finished rolls, and replaoea with .

empty. skid, by operating hand 1lif% truck, ' Determines when to shut down,

and reason. for shut down. - Cuts out defeotivo meterial, marks reason for

defeot, line number, operator ‘number, - dato, end sets defective roll aeido.t;

Cuts out the defective material while machine is’ running if defective .
material, . whioh is: ooming through is ‘not caused’ by paint line, . anﬂ/or is -

‘only a temporary oondition.lrxeops footage reoords -of ‘production, sorap . - .
end the reason therefore, and total output, . ‘Makes own’ wash#up, and oomplatel‘-'-.l
change of color when color’ speoifications are changed, . ‘Inspects. rubber - . -
paint rollers. for defects during wash: up and replaces. them if necessary. “_] RN
Stamps specification on ribbon tickets, and on the pre-folded boxes prior o
to, and/or during shift. Runs two maohinea, ‘each of which rewinds two '

rolls at a timo, and 13 responaiblo for keeping equipmant and area olean.'

Slitting-Maohine Qperator IT ‘ D o Lo ' SRR R R S
Work Performed:: Slits: dluminum stook into strips by operating a: Slitting T
~  Machines Séf"up ‘machine to: trim.l/%” from each side of 7" width of ‘stock, EEH
' and ‘'slits: stock in three equal strips, or to: preoise width, Lifts roll of"
stock from a supply rack with overhead . air. hoiat, and | positions . At in a Gt
'troughashaped holder with free: ‘end" up; faoing slitting machine,  Cuts por-¢ SOEE
“tion of stock from both outsido ‘axid . inside ‘end of roll with an oleotrio O T
hand cutter to. remove marred or damaged materlol, and discards in qorap DR
- ~box. Bends. portion of outside roll: of stook ' atraight with hands to facili-if,u-fg
‘tate threading of stook into machine.: Trips treadle,. allowing stook o oo o
'roll in position at ‘front -of holder, Unlooks hand. lever and opens; feeding L
' rollers. Inserts end of stock. between rolleri nd: locks rollers in place. =
Adjusts oil bath flow, starts machine; allows rt run, and stops machino.-*-%*.w
Inspeots strips vieually and by micrometer and o8 ; ‘mece :
- to meet: speoifioations. Starta machino and guidos strips a8’ they‘emorge
.'Observes ‘machine’ opora‘
eturns - to' repeat loading;
%Positiohs#stook#infsup
‘ againat trip. treadle
“stop: bar.; .Stopsa machine at' ‘'end; of . cyole- approximately 5] minutes, lifts ,;¢
:~ finished rolls of strip from holdeériat end:of machine with hoist, and: e
FBImultaneously'wiﬁh 1left hand, unlocks hand lever: and~opens feeding rollera.a;
7+ ‘Returns to 'stock supply'holder',trips‘ireadlo ullowing stook to ;rolliin v
“position, inserts end between .roller , C | :
' machine. 'Returns to: finished roliﬁ
" hand),; inspeots visually and -
1adjustments neoessary. Reér

: tiona, and ‘when machino 15 performingjjroperly,ﬁ
" and prepares: ‘next roll of atock A supply'holder

;jfand output. ¢honges outtlng +tool wh' thoy om
. ‘adjuats. for proper trim..;nepla © ‘ap bo B
i by operating ‘hand 14f£t trucke =i




. Zerpestal saviery

Al) of the Seste of the CATE, B-1002A, were administered to the semple group.

V. Syfterfen

= :'rlhrh oonsistbed of n-":ilm ratings uprouod in broad oa.tegor:.os

Be Pread Categery Iatings: The droad category rqtinga were prepared by first o
and seoond 1180 supsrvisers as of December 1956. Eaoh worker was placed
ia eno of the fellewisg three oategories: ®Above Average," "Average o7 or

®  These bewved oategory ratings were comverted into guan-
tiative seerve. The "above average® group vith 18 workers, the "everage™
grovp with 17 werksrs and the "below average® group with 16 workers were . .

essigned seeres of 61, 40 axd 39, rocpoctinly. _
B¢ Dok Ovdor Patings: The supervisors did not feel qual:lfied to - prepare '

ronk esdor of the workers without some guidelines. The super-
M m with a merit rating form to be used as an aid in =
l.t of yrank order ratings. Ratings on quality
ﬁ ”lx were made on the merit rating form and ori-
!‘lﬂ ratings served as a basis for establishing -

". prelininary sed of t‘* order ratings. The final rank order ratings '
wore ostablished by the conference method in January 1966 The ranks . .
wors sonverted to linear scores for ommputational purposes.

A eorvelation eceffioisnt of .69 was obtained between the broad category
uﬂm and the renik order ratings. _ -

¥i. Stetistisel and Gualitative Analyels

Tehle III shows the means, standsrd deviations and Pearson produot-momen'h
essrrelations with the oriteria for the aptitudes of the GATB. The means = - .
end stendard deviations of the aptitudes are comparsble to general popu- R
lation morms with a mesm of 100 -nd [ -tmdard deviation of 20, . =




TABLE III

Moans (M). Standard Deviations (a), and Pearson Product-Moment ° vl
- Correlations with the Criteria (er and r) .for the - . il
. Aptitudea of the GATB . ‘ A

Cold Mill Operator 4-88 018

Hot Mill Operator ; 4-88.018
Payoff Operator 6-94.821 _ : :
Rewind Operator 6-94.822 P
Slitting-Machine Operator IT 6-94 206 ‘

=Bl
Aptitudes . | M | o f or | r
'G-Intelligence .} 100.5 | 14.3} .om1- |.138 :
o V<Verbal Aptitude ' | 96,3 | 13.4] -.001. |.169
R “N-Numeriocal Aptitude | . 97.4: ]'16.9 .«098 t.137 . .- o i
SERNY - 'S-Spatial Aptitude . | 106.5 | 17.6| 115 |.108 B R
S .. ..77 | P-Form Peroeption | '96.8 | 14.5 e d27#m] JB40x | : T
. . .| Q-Clerical Perception | 98.9 | 11.6| .20¢ J.219 | SR G
IR K-Motor Coordination .| 100.6 - 14.9] <215 }.063 R g CN
F-Finger Dexterity | (ss.8 1 15,91 JzE2« |.248
M—Manual Dex'berity ;03‘.53 .'1,7;3 -"".291* 2044

B Significant o.t the o1’ level
© o significant at the .05 level

The statistical results wers in'l'erpreted in the light of the job analysiu
data. The job anelysis indicated that the following aptitudes measured. S
‘by the GATB appear to be :lmportan‘b for these occupat;ona. o .

. Fom Perception (P) - raq\ured i.n the v:l.sual inspeotion of sample B
strips for oolor and shading at the end of the paint line and in’
the inapection of rolls ‘duringthe 8litting and rolling opera‘b:lona
for u.niformity and freedom frcm defeots euch as roll ma.rks. : -

R “Finger Dexterity (F) = required 111 the mnipulation of preoision S
~ .© . measuring instruments’ and in: handli.ng end fingering sample atripa ','.ﬁ}'
of alumimm stook when maki.ng inspec'b:luna. .

RS Manual Dextergz (l[) -i‘. requir; 1n handling cha.in hoista and 4
. ‘oontrol Ievers, guiding alvminum strips into machine and onto -

- rewind coils, changing and adjusting outting tools ’ and in
.;‘handling amall hand 'l;ooln.s~ co O .

.....
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. The highest mean scores in descending order of magnitude were obtained for
1 Aptitudes S, M, K and G, respectively. All of the aptitudes have standard
' - deviations of less than 20. Aptitude Q has the lowest standard deviatiom.

For a sample of 51 oases, correlstions of 3568 and .276 are significant at
the .01 level and the .05 level of confidence, respectively. Aptitude P
correlates signifioantly at the .0l level and Aptitudes F and M correlate
significently at the .06 level with the oriterion consisting of ratings in
broad categories. Aptitude P also correlatas significantly at the .06 level
with the criterion consisting of rank order ratings. Aptitudes S, P, F and

Lt by, S
el

[P U P I

4 Tetrachoric correlations with the criterion consisting of ratings expressed .
o in broad oategories were computed for several sets of trial norms consisting - -
H . of various combinations of Aptitudea S, P, F and M and appropriate outting: =
" soores. The broad category ratings, rather than the rank order ratings, :
were selected for this purpose because the broad categories provided a:logi-
o cal point of dichétomy between the "Below Average™ and "Average" workerse
b Norms which included all four of these aptitudea yielded good selaoctive
: effiolency. ' S : . . :

M woere considered for inclusion in the test norms on the basis of the qhq.li.,— .
tative and .quantitative factors cited above: Aptitudes P, F and M appear

. to be important on the basis of job analysis data and showed significa

. " correlation with the oriterion consisting of ratings expressed in broad

. categories; Aptitude P also correlated significantly with the rank order

ratings oriterion; end Aptitudes S and M exhibited the highest mean scores

: for this sample. _ T . L s 5

H

ot

e
i e § e Bt .6 s Sl ST 4SS - o S S At Bt

The cutting acore for Aptitude S was set at one and ¢me-half standard
deviation units below the mean and rounded to the nearest five-point score

: - level, The cutting scores for Aptitudes P and M were 8ot at one standard

i . . deviation below their respective mean scores and rounded to the nearest v
S five-point score levels. For Aptitude F the ocutting score was set at one-
half standard deviation below the mean and rounded to the nearest adjacent o
~ five-point score level, Setting ocutting soores atthese levels yielded good -
i seleotive effioiency for. the norms and resulted in scores of 80, 80, 86 and ' - :
86 for Aptitudes S, P, F and M, respectively, ' o e Seen

.
o m e skt o 8 a

O i m——— e e s PO | emen b it ses e —— ————— - . [EPEIEURIR I e o g

" +&.1 por the purpose of computing the ‘tetrachoric correlation coefficient between'
.+ . the test norms and the ocriterion and ‘applying the Chi Square test, the cri- . ' -

| terion was dichotomized with those workers rated as "Above Average” and "Av-

| "1  erage” placed in the high oriterion’ group, and with those rated as "Below, -

i< “ i Average" placed in ‘the low criterion groups This resulted in 16 of the Bl

workera, or 31 percent of the samplsj being placed in the low oriterion group.

Pable ‘IV shows the relationship betwsen test norms consisting of Aptitudes -
S, P, F and M with oritical scores 6f 80, 80, 85 end 85, respectively, and -
; " ! the dichotomized oriterion for Cold ‘Mill Operator 4-88.018, Hot Mill ‘Opera- = i
1L e 4=B8.018, Payoff O on.ter"C-Ma‘ell."*'lmn‘.d,'ctgogaur_e-ualll ‘and Blits' -

i © " ting-Machine Operator 1I 6-94,206. Workers im. e high eriterion group ©

n and those in the low oriteriom group

. i~ have been designated as "good workers"
@ as "poor workers.™ - .. = - b0
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Relationship between Test Nonns Consisting of .Apti‘budes S, P, F an :

: with Critiocal Scores of 80, 80, 85 and 85, Respectively, and the 4 S
¢ : Criterion for Cold Mill Operator 4-88,018, Hot Mill . P R
P Operator 4-88.018, Payoff Operator 8-94.821, |
' Rerwi.nd Operator 6-94.822 and Slitting-uaohine Opora'bor IT 6-94.203 L

g 7 - L | ' .
: . Non—Qualirying Qualifying - | Tot al'! ‘
i : L ‘ Test Scores Test - Scores :
Good Workers e ! 26 . 35
‘ vl_’ool"v'ﬁ’orkers' R 18 - 8} 16
, : S - Total’ " 22 .29 7 | s
atyar T'...}- —- _‘:;:* -,.',-' 75 SR h R e
; . o ' ._'Z.;;. N’r'tet =.,‘ 77‘;. : - s S SR

. ..'.The data in:. tho aborvo table 1ndioa+.e a hizh a.nd 513""’-5“”"‘1" relationship ‘be‘b*oo
the tést norms and the ori'berion for. this sampio. T e

VIIIa- Conolusiohs S » X . R

[ .,,

'=.On the basis of mean socores, oorrelati.ona witﬁ ‘bhe oriterion, ;job analysis
ii-data and their combined selective efficiency, Aptitudes-S, .P; F eund M with'.
minimmn scores of 80, 80, 85 and 85, respeotivoly, are . reoommended as B-1002
norms for the occupations of .Cold Mill Operator 4—88.018. Hot. Mill Operator '
1'4-88,018, Payoff Operator 6-94,821, Rewind Operator. 6-94.8123”}!1(1 Slit‘bing-‘f.,-_" T
-Ma¢hing -Operator II, 6-94.205 £ ‘fhe em"‘iv"&lent B-loomms oonsist of §" B5,” T
" P-B0, F~90 and. M-90.”" S S | .

—nc. Determination of Ooo_Bational Aptitudo Pattern

When the speoii';o test norms for ‘an occupation inclnde four aptitudes, only R
- those occupational aptitude pa:hterns which' inolude three of those four a.pt:l.-;'."’,_' S
tudes with cutting scores: that are withi.n 10 points ‘of ' the ou‘b‘b:lng scores T
esta.‘blished for. . the speoif:lo norms:are oonaidered for that oooupation. Four R
of the exiating 22, oooups:bionai aptitude’ pa'btarns ‘meet . these oriteria for R
~this study. These ocoupational ap‘hitudo patterns and their B-1002 norms are ~ . -
" OAP-13, S-75, P-75, M-T6s OAP-14, 5-80; F-90, M~86j: 'OAP-16, P~75, F-80, M-80 .
 and. OAP-ZZ, 8-86. P-90. F-BE.»".CTho eleoti.vo offio:lonoy of oa.oh of thoae I
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OAP's for this sample was 'dotermiziéq_.by. ‘mea.ns' ‘of the tetr-achorio correlation

"' technique. Sigrificant relationships were obtained between OAP-14 and OAP-16
* " and the dichotomigzed oriterion, and each.of these two OAP's soreened out &

: .- proportion of the sample that was within the required range 6f 10 to +60. -

- ' ‘However, the highest tetrachorioe ‘correlation, .76 with a standard error of -

' .23, was obtained for OAP-22. The proportion’ of the sample screemed out By -

- OAP-2Z was .653. Therefore, it is recormended that OAP-22 be ugsed in counsele '

" ing for the oocupations of Cold Mill Operator 4-88.018, Hot Mill Operator - .
~ 4-88,018, Payoff Operator 694,821, Rewind Operator 6-94.,822 and Slitting-
i Machine Operator II 8-04.,2QB47° ~. _ ' & o o T
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